Work Order ID 84260 
July-06-12 1 0:1 7:50AM 


"*BAORO*- 


Page | 


[2 


Item ID: D206-667-101 x Accept * N ой 004A () 1 0 0* Setup Start Ж N с 4 ж. 
‘Revision ID: ` | : M г : 
Item Name: | Ctosstube Fwd МӨР М S 2 7 
Start Date: 5/08/12 Start Qty: 1,00 *4* Cust Item ID: Е 
Required Date: 5/28/12 Red'd Qty: 1.00 *4* Customer: 
' — Reference: | 
- ` NOR ` - 7 Run -Start * * 
Approvals: Process Plan: _ У | Date. . Tooling: | Date: 2223 М R 1 
V X 7 Sto | 
ос. _ pate . SPC (Y/N): ` Date: Р х М Р 9 * 
Sequence ID/ Operation Ё Set Up/ ToolID Tool# Plan Accept Reject Reject Insp. -- 
Work Center ID Deszriptioa Run Hours Code Qty Qty Number Stamp 
| Draw Nbr Revision Nbr | " . | dos E 2 
m = ——- | | м x 
| D206-667-141 Rev С (DEO) pow | 45 i : Р 
| 2519565 А ЕЗ SP ES ice 
100, 0.00 1294307 ; 
*4nn* DOCUMENT CONTROL ey (М Cy [25 [1- (25 
ES Memo 0.00 i B 


Document Control 


110 
*1410* 
Packaging 
Packaging 


Photocopy bluefile and create labels as per PPP 0206-667-101 С 


Packaging 


Memo 


| 9f 
Dasu рл 


0.00 


ұғ? 


ғ Е, 


Dart Wo Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Пас 2 | 


Арргома! S 
Qty | Chief Eng/ Approvat 
Prod Mor QC Inspector 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


НМРЕОАМ$\ОцаЙу Assurance\approved QANCRWO RevE 


` з 


“842605 2 


Work Order ID 84260 
Suly-06-12 10:17:50 АМ 


Page 2 


D206-667-101 


*Nonnnan1nn* 


Accept 


Item ID: Setup Start * * 
"Revision Ш: N S 1 
Item Name: Crosstube Fwd Stop Жж № с 2 ж 
Start Date: 5/08/12 Start Qty: 1.00 *4* Cust Item ID: : 
Required Date: 5/28/12 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
| SETA URN NES E ээг Run Start x * 
Approvals: Process Plan: Date Tooling: = Date 2 М R 1 
Sto 
ОС: _ Н Date: 000 SPC (Y/N): Date _ Р ж М R 2 * 
Sequence ID/ | мэн Operation | 200 Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 0.00 
* 4 9 n* BENDING MACHINE - CROSSTUBES 
CNC Bend ! Memo 0.00 1 — 
CNC Delta 100 Bender Bend tube as per Dwg D206-667-141 using CNC bender program 206B-fw and ] 2 юан JO ГС 22 
Folio FT 
130 ОС15- Crosstube Dimensional Check 0.00 EET. 
%4 20% 424 мл 
Qc Memo 0.00 “асу” (NO 1 у 


Quality Control 


: mar Е 2722. PE 


к Ltd 
WORK ORDER CHANGES 


—. “эх. 
Ё | Approval Н 
DATE | ТЕР | | PROCEDURE CHANGE HE] Chief Eng / Approval | | 
Prod Mgr ресіог 


РАН #: Fault Category: NCR: Yes Мо DQA: Date: 
CREE EN _ Disposition: ` ОА: М/С Closed: Date: 


| Corrective Action Section B PIN 
Description of NC - - Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


ЕКС 
Ё E a 
42 Е 
лв 


HMFORMS Quality Assurance\approved СА\МСАМ/О RevE 


LI . 


Work Order ID 84260 
` July-06-12 10:17:50 AM 


| холов ( * | Page 3 


Accept 


Item ID: D206-667-101 * N 90040 1 ПО“ Setup Start * N Q 4 * 
"Revision ID: й Ч 

Нет Name: | Crosstube Fwd | Stop Ж М ч 9 * 
Start Date: 5/08/12 Start Qty: 1.00 ын х Cust Item ID: 

Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 

Reference: 

5 4 цэ 7 Wer а е Р Ч Run Start д * 
Approvals: Process Plan: == Date: Т Tooling: DOT _ pate: | .. N R 1 

Sto 
ос: _ раі: __ SPC (YIN): Date: 2 Р ож МЕ2* 

SequenceID/ Operation Я ЕТ! Up/ ToolID  Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 

* 1 AN* Crosstubes 

Crosstubes Memo ; 0.00 И 7 

Crosstubes 1-Drill holes & ream using drill Jig DT8541 & DT8542 as per Dwg D206-667- ` нэ | 


141. Drill all (3) top holes. 


| 2-10- 79 


9j | 
й 


3-Flip tube and switch drilling Jigs from right to left, left to right. Locate Jigs 
off existing holes using "T" pins. 


4-Drill pilot holes using drill Jig DT8541 4. DT8542 as per Dwg D206-667- 
141. Drill only the top (2) holes. 


5-Drill pilot holes as per Dwg D206-667-141.Drill only the top (2) holes. 


6-Drill Fwd rivet holes using drill Jig DT8787FWD as per Dwg D206-667-141. 
Note: Fwd side has 3x top holes. 


7-Drill Aft rivet holes using drill Jig DT8787AFT as per Dwg D206-667-141. 


8-C'sink holes as per Dwg D206-667-141. Allow rivet to sit below surface to 
compensate for paint. 


9-Scribe part # and batch # using vibrating stylus as per Dwg D206-667-141 
Inside of Cuff(Do not engrave on outside of tube) 


10-*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
Deburr & Inspect for surface damage. Repair damage within limits as per өн» 


D206-667-141 


/2-I0: 24 


132... 
ЕС А 
Бере 


per part Aerospace Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 


Approval | Approval 
Qty Chief Eng / QC! t 
Prod Mar nspector 


га и Disposition: à QA: N/C Closed: Date: 


Corrective Aetion. Section B 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRW O RevE 


ЕА) 


Work Order ID 84260 мэ “842615 


July-06-12 10:17:50 АМ 


Page 4 


Item ID: D206-667-101 Amen * М ой 004 0 4 () (17 Setup Start Ж N S 1 * 


Revision ID: 


Item Name: Crosstube Fwd Stop * М S 2 * 
Start Date: 5/08/12 Start Qty: 1.00 4 * Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
= j S k Б Run Start ж * 
Approvals: Process Plan: __ __ Date: Tooling: Date: rere М R 1 
Stop 

Qc: И Date:  5РС(У/М): Date: * N R 9 * 
Sequence D Operation | Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center 1D Description Ruz Hours Code Qty Qty Number Stamp 
150 QCS- Inspect part completeness to step on W/O 0.00 
*4RA(Y* \ Мю юга 
QC Memo 0.00 "T 
Quality Control *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
160 0.00 
*4AN* o) __@ - 
HandFXtube Memo 0.00 12 -10- 30 
Hand Finishing Crosstubes *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 

1- CLEAN CROSSTUBE WITH WASH'N WIPE 

180 Outsource process - МОТ per О51038 4.1 0.00 
2. | | 72-40 Se 
Outsource2 Memo 0.00 
Outsource process - NDT *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** ` 


Liquid Penetrant Inspection as рег QSI 0380r 
Issue P/O: 2 bie p? as per ASTM 1417 
Level 2 Attach copy of NDT results to work order 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / а 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


КР Corrective Action Section B MT 
Description of NC — - —— - Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


MOERS "e бв ааа rer RR ажа 42 tT) осо чт ТИРИ РРР i. бар? z ыг 


Work Order ID 
July-06-12 10:17:50 AM 


84260 


84260“ 


Раре 5 


Item ID: 
* Revision ID: 


D206-667-101 


Accent хмдапаа4алаа 


Setup Start *N Q 1 * 


Item Name: | Crosstube Fwd Stop ж N © 2 * 
Start Date: | 5/08/12 Start Qty: 1.00 a Ы Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

2” ара > Dye = ` ке ы Вип Stari x * 
Approvals: Process Plan: |. Date: Tooling: нь Date: 23 10727 М Р 1 

Stop 
QC: - Date: SPC (Y/N): _ Date: * N Р 2 * 
Sequence ШУ Орегайоп = Е МИН” Up | ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty umber Stamp 
190 0.00 А 
*10n* Равена Siti] z o (ил 
Packaging Memo 0.00 Е 
Packaging *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
Ensure copy of NDT results attached to work order. 
200 ОС5- Inspect part completeness to step on W/O 0.00 : | \ 
КА | yd 

*ONN* C48 ake І | 
QC Memo 0.00 * &., 


Quality Control 


202 

*ОГ\2* 
HandFXtube 

Hand Finishing Crosstubes 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


Inspect for damage & ensure results are as per Dwg D206-667-103 


0.00 


a в R 


Memo 0.00 
*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1- PRESSURE WASH AND THEN USE WASH'N WIPE TO CLEAN 
CROSSTUBE BEFORE CHEMICAL CONVERSION 


12 0-30) 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / ee 


Part No: PAR #: Fault Category: NCR: Yes No ДОА: Date: | 


Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRWO RevE 


Work Order ID 84260 
Јму-06-12 10:17:50 АМ 


“842615 


Page 6 


Spray Painting 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1-Prime inside and outside crosstube as per 051005 4.2.1 
жж et tube sit up right for 30mins before hanging********** 


P4500-P-23 Base Batch: 199988 
P4500-C-23 Саа Batch; 128929 


Start time: 13130 Finish: 10) 


Item ID: D206-667-101 Accept * * Setup Start * * 
- Revision ID: NO00040100 NS1 
Item Name: Crosstube Fwd Stop Ж N S 9 * 
Start Date: 5/08/12 Start Qty: 1.00 *1* Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
DIES Е сае . Вип Start x х 
Approvals: Process Plan: Date: — Tooling: | Date: N R 1 
Sto 

Qc: Date: SPC (Y/N): Date: ШЕ М R 2 * 
Sequence ID/ Operation | 5 Set Up/ Tool ID Tool# Plan Accept E Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Stamp 
205 QC7-Inspect Chemical Conversion Coat 0.00 AX 
Ол А? 

j у? SR А 
QC Memo 0.00 AP (Ма 
Quality Control *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
210 E ) 0.00 
SprayPaint S ad ) 

*0 4 Ох 7 UR LA 2 
SprayPaint Memo М> 0.00 « d )3-10- 32 


Оам Аегозрасе Ма 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


Approval | Approval 
Chief Eng/ | ос inspector 


Resolution: Disposition: : QA: N/C Closed: Date: 


Ne | WORK ORDER NON-CONFORMANCE (NCR) 
гаа Corrective Action Section B — ЊЕ 
Description of NC - - = - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRW O RevE 


- 


. Work Order ID 84 


+ July-06-12 10:17:50 АМ 


260 


*RA2RO* 


Page 7 


D206-667-101 


Accept 


Item ID: * Q NAN 1 ПО“ Setup Start * * 
Revision ID: М - AN М с 1 
Пет Name: | Crosstube Fwd Stop Ж N Q 9 * 
Start Date: 5/08/12 Start Qty: * 4 * Cust Item ID: | 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
- анин 7 vm m Run Start д * 
Approvals: Process Plan: ___ Date: _ 22222 Tooling: __ . Date: B N R 1 
Stop 
ОС: _ Date: SPC (Y/N): Ш Рае: _ _ * М R 2 * 

Sequence ID/ Operation ион Set Up/  ToolID Тоої# Plan Accept 1 Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 0.00 
* ә 2 n * SprayPaint 2 ø 
SprayPaint 0.00 B Ё 12-(с- ЗО 
Spray Painting *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 

1-Paint outside crosstube with White Imron as per QSI 005 

Imron 55U white paint Batch: 1&2 3 $07 

Imron 1255 activator Batch: 193 207 

Start: 510 5 
240 ОСІ4- Inspect Spray Paint 0.00 
*ОДГ\* ofS ми 22 
QC 0.00 16, мен 

ч eg... 


Quality Control 


M 


Dart Aerospace Ltd 


Part No: PAR i: 


Resolution: 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QA\NCRWO RevE 


EEG ВЕКА Сер ale нь SOC 


WORK ORDER CHANGES 


PROCEDURE CHANGE 


Fault Category: NCR: Yes № РОА: Date: 


Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


КЕТЕ Corrective Action Section B TOORN 
Description of NC - а а - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


Approval A 
pproval 
Chief Eng / QC inspecter 


| 
| 


Work Order ID 84260 
July-06-12 10:17:50 AM 


*QADRN* 


Page 8 


Quality, Control 


Item ID: D206-667-101 Accept * N ай () NAN 4 ПО“ Setup Start * N с 1 ж 
* Revision ID: * ` 
Item Name: Crosstube Fwd Stop Ж N с 2 * 
Start Date: 5/08/12 Start Qty: 1.00 Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 Customer: 
Reference: 
2 Start Ж * 
Approvals: Process Plan: — | | |. Tooling: MEC Date: N R 1 
Sto 
Qc: _ SPC (Y/N): Date: P x N R 2 * 
Sequence ID/ Operation | цэн Set Up/ Tool ID Tool# Plan Reject Reject Insp. нэ 
Work Center ID Description Run Hours Code Qty Number Stamp 
250 0.00 
же) 5 n * Crosstubes @ 2 
Crosstubes Memo 0.00 ј 12-10- 3i 
Crosstubes 1-Abrade mating surfaces of support and crosstube with 400 grit sandpaper, 
clean the area with 4105S wash 'n' wipe 
2-Install supports with Proseal 890 рег 0519565 and QSI 015 
A/R Proseal 890 (93103 
3- Torque bolts as рег dwg 
3-Install nut plates as per Dwg D206-667-141. Touch-up rivet heads with Imron 
paint. 
260 ОС5- Inspect part completeness to step on W/O 0.00 
*9RN* IRUS - 
QC Memo 0.00 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 


| Approval | дрргома! 
DATE |STEP PROCEDURE CHANGE DES Chie Eng! | б pat 


Part No: PAR #: Fault Category: NCR: Yes Мо БОЛ: Date: 
Resolution: Disposition: : ОА: МС Closed: Date: 
мс: | | WORK ORDER NON-CONFORMANCE (NCR) 


ҚЫ Corrective Action Section B P 
Description of NC - - Em - Verification | Approval | Approval 
DATE STEP баты А Initial Action Description Sign & QC Inspector 
Chief Eng Chief Eng Date 
NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


қ _ БООЛ 


^ 


. 


Work Order ID 84260 
July-06-12 10:17:50 АМ 


*RAOROQ* 


D206-667-101 


PPP Rev: 


Identify and pack for shipping as per PPP D206-667-101 
Location: 


Item ID: Accept * * Setup Start * * 
ЧА НИ NOO00040100 NS 1 
Item Name: | Crosstube Fwd Stop * N Q 2 х 
Start Date: 5/08/12 Start Qty: 1.00 ын * Cust Item ID: 
Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
= eee i - m сан 5 Е Run Start ж * 
Approvals: Process Plan: | | . Date Tooling: Date: N R 1 
Sto 
Qc: |. _ Date: — SPC (Y/N): Date: P ox МІР? ж 
Sequence ID/ Ё Орегайоп © Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. y j^ 
Work Center ID Description Run Hours Code Qty Qty Number Stamp (4 
270 Pick Kit 0.00 Sy 
*97N* КА E 
Packaging Memo 0.00 | 
Packaging | ) | | ( 
AA 
280 QC4- 100% Inspect kits for completeness 0.00 15 4 1 
280 IN 07 — 
QC Memo 0.00 
Quality Control 
290 0.00 
*9QN* Packaging po. 
Packaging Memo 0.00 
Packaging 


Dart т Деговрясе Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


. Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 


Approval | Approval 
Qty Chief Eng / ас! A 
Prod Mgr nspecior 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B — 
Descri tion of NC Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS'Quality Assurance\approved QANCRW O RevE 


T EMT " » prc 


8 


Work Order ID 84260 
July-06-12 10:17:50 АМ 


“842605 


Раве 10 


D206-667-101 


Accept 


Quality Control 


Item ID: * * Setup Start Ж * 
Pu. NOO00040100 NS1 

Item Name: | Crosstube Fwd Stop ж N ч 2 ж 

Start Date: 5/08/12 Start Qty: 1.00 bag Бо Cust Item ID: 

Required Date: 5/28/12 Req'd Qty: 1.00 *4 * Customer: 

Reference: 

"E yero нэн E Run Start x * 

Approvals: Process Plan: Ё Date ____ Tooling: aan _____ Date me N R 1 

Sto 
QC: _ Date: — 5РС(У/М) Date _ Р ж М R 2 ж 

Sequence шю 2 Орегайоп 1 Set Up/ ToollD Tool# Plan | Accept Reject Reject Insp. 

Wsrk Center ID Description Run Hours Code Qty Qty Number Stamp 

300 QC2I- Final Inspection - Work Order Release 0.00 1 : 

*ann* Ів/н/ж 

QC Memo 0.00 s 


мс vg 


Dart чс на 
WORK ORDER CHANGES 


Approval 
DATE |STEP PROCEDURE CHANGE By | Date ау Chief Eng / Approval 
Prod Mgr pector 


Part No: PAR #: _ Fault Category: NCR: Yes No БОА: _ Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC Verification Approval | Approval 
DATE | STER Section A Initial Action Description Sign & Section С QC inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:WFORMS\Quality Assurance\approved QA\NCRWO RevE 


eee Вп Т A ЕА E Ind dme е ад D C E ERR E TTE 


. 


E 


Picklist Print 
Мау-08-12 2:41:37 PM 


*RA2RO* — 
*7206-667-101* 


Work Order ID: 84260 


0206-667-101 
Crosstube Fwd 


Parent Item: 


Parent Item Name: 


IPP Rev:F05.09.01Add holes for compatibility with Bell SkidtubesKJ/JLM 

ІРР Rev:G 08-06-03 update as per DSI9415 (ЕСМ1198) DD verified by:ec 
IPP Rev:H 08-07-28 update as per (par 08-013) DD verified by:EC 

ІРР RevJ 09.01.06 Per ECN 08-562 EC verified by:DD IPP REV:K 
11.08.05 PER ECN 11-615 DD VERF:EC 


Comments: 


Component Item ID/ Bin Primary Route 


Start Date: 08/05/2012 
Start Qty: 1.00 


Required Date: 28/05/2012 
Required Qty: 1.00 


Qty 


Date 


Unit of Qtyon Qty per Kit Total 


Replacement Mfg/ Last Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D2873-043 Manufactured No 250 Each 52.0000 2 2 
* * ** 
[2873-042 M -iosi 
Nut Plate Assembly 
Location S 1 38 C Loc Qt Loc Code G 
LG052 52 
72644 2 
81502 10 
82949 40 
D2873-045 Manufactured № 250 Each 45.0000 2 2 
* * kk 
N2873-N45 | AR 13-10-3) 
Nut Plate Assembly 339253 
@ 
Location Loc Oty Loc Code 
16052 45 
81425 5 
82947 40 
2891-1 Manufactured No 250 Each 22.0000 2 2 | .. 
* * kk | Е 
*D28091-1 E № 12-19-31 
` 2.25 Support 899922 "E ©) | : 
2 Location Loc Qty Loc Code : 
| ЯГ” | . 7 10052 | 22 
B nia E 728225 - 1 
75176 1 
80160 1 
82277 19 
D20b. bbF -o1 7 544722 y O № mu 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval | д 
| рргоуа! 
Chief Eng / QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


Description of NC — Corrective Acuan — sine - Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


|00 | 


^ , 
.. 


- 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


"` Picklist Print 
May-08-12 2:41:37 PM 


‘Work Order ID: 84260 
Parent Item: D206-667-101 


Parent Item Name: | Crosstube Fwd 


“ГЭ206-667-101” 


Start Date: 08/05/2012 
Start Qty: 1.00 


Required Date: 28/05/2012 
Required Qty: 1.00 


D3595-063-395 è Manufactured No 250 Each 58.0000 4 4 
*D)3595.063-395* хк Do M 12-10-31 
RUBBER CUSHION 
747 @) 
— 4 $ Loc Qt Loc Code 
1051 58 
82223 58 
MS20601-AD4W8 Purchased No 250 Each 86.0000 14 14 
* 
*MS20601-ADAWA ын Ш вес 
RIVET 19214! а” 
Location Loc Oty Loc Code 
10051 47 
121017 47 
51322 39 7 
121255 39 Daoa - 19 АЛ, 
АМ5-30А Purchased No 270 Each 77.0000 ax) 4 Ф 
** MƏ Хор 
Location Loc Oty Loc Code ) 8 (~ (0. 
51339 77 
17514 7 
120423 15 
120910 25 
121259 30 
May-08-12 2:41 :37 PM ј шанаа Shop Packet Print —— 1 | Page 2 


Dart Aerospace Ма 


(шо: WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: | NCR: Yes № DQA: Date: 


, 


ae aie Disposition: : QA: N/C Closed: Date: 


voee доп сон голоо Verification | Approval | Approval 
Initial Action Description Sign & Section C Chief Eng |- QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRW O RevE 


. 


` Picklist Prim 


Page 3 
May-08-12 2:41:37 PM 
. Work Order ID: 84260 *94260* 
Parent Item: D206-667-101 *7206-667-1 01 * 
Parent Item Name: — Crosstube Fwd Start Date: 08/05/2012 Required Date: 28/05/2012 


Start Qty: 1.00 Required Qty: 1.00 


АМ5-32А Purchased ^" Мо 270 Each 288.0000 ГТ) 4 ò Қ 
КУМ ЧҮ РУ. хх 
ЕБИ 102978 {2 


Bolt 


Location Loc Oty Loc Code 
22 51339 188 
Swe 119328 23 
119862 50 
120423 75 
120910 30 
121415 10 
ST340 100 


121541 100 Sooo 
NEM Purchased No 270 Each зю УУ 10 f) 
C *АМ5-7А* ШО. ЯУ 
Bolt v 


ns Location Loc Qty Loc Code 


ST337 2599 
119017 2599 f 
AN960JD516 NAS1149D0563) Purchased No a 270 Each 0.0000 2) 18 / 
(“АМӨВПЛГУБТЁ®*) "e. DATES IU 
waster eb 6:7 
М8210421,5 > Purchased No 270 Each 1,655.000 4 


C*MS2T022F5* "oM Ae. х, 
MUT e Location Loc Qty Loc Code бр RON 


300 500 : 
121652 500 
51300 1155 
116105 5 
116548. 43 
117611 30 ЭГ 
119109 1077 “йш 
May-08-12 2:41:37 РМ Shop Packet Print Page 3 


| Dart Aerospace Ltd 
WORK ORDER CHANGES 
D 


Approval 
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* Work Order ID: 84260 
Parent Item: D206-667-101 


Parent Item Name: 


MS21920-20 


*MS21920-20* 


Clamp (per MIL-DTL-8783C) 


D206-667-101TRN 


Crosstube Turning Detail 


Crosstube Fwd 


*RA2RO*- 


Manufactured 


*lD206-667-101TRN* 
"bw/oao х | 


*Г206-667-101* 


№ 


Location 


LG050 


No 


270 Each 
(295257 
Loc Qty 
116 
116799 8 
120676 12 
121067 46 
121274 50 
110 Each 


Start Date: 08/05/2012 
Start Qty: 1.00 


116.0000 4 4 
жж 
Loc Code 
0.0000 1 
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| Approval | д 
: pproval 
DATE STEP pd piod QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 
Resolution: Disposition: ” . QA: N/C Closed: Date: 


NCR: 


mas Corrective Action Section В “1 рх dise. m 
Description of NC — —— мэн LE Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 
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DART SERVICE INSTRUCTION. 


TO AMEND INSTRUCTIONS FOR CONTINUOUS AIRWORTHINESS ICA-D206-667 Rev. 3 OR LATER 
REF. CANADIAN STC: SH01-5 
REF. FAA STC: SRO1304NY- 
REF. EASA STC: EASA.IM.R.S.01179 


PURPOSE: 

The supports on the following crosstubes are now installed using Proseal instead of Magnobond: 
D206-667-101 @ CHG 004 D206-667-203 @ CHG 004 
D206-667-103 @ CHG 005 D206-667-207 @ CHG 002 
0206-667-107 @ CHG 002 D407-667-105 (à CHG 004 
D206-667-201 @ CHG 004 | 


` ЯЯЛТТОММООКП 


CSJNIWY OL Loarans 
"BISSNIONS 
Е Мая 


324 SUPPORT INSTALLATION 


32.4.1 Locate the area on crosstube for installation of support (ref. Figures 32-4 to 32-8 of ICA-D206- 
| 667). For D206-667-101/-103/-107/-201 апа 0407-667-105 crosstubes, the outward face of the 
support tabs should be 13.08" (332mm) from the crosstube center. For D206-667-203/-207 
crosstubes, the outward face of the support tabs should be 10.03" (255mm) from the crosstube 
center. Ensure paint finish of crosstube is intact; touch up as required per Chapter 5 (5.3.9) of 
ICA-D206-667. 
If present, remove any paint/primer on bottom of supports. Abrade mating surfaces of support 
and crosstube with 400-grit sandpaper. Saturate a clean cloth with MEK or 4105S Wash'n'Wipe 
Degreaser or equivalent and wipe until there is no residue. 
Ensure a layer of 3M Scotch-Weld 2216 B/A Epoxy Adhesive is on the bottom of the support. If 
required, either apply or touch-up support to have a 0.03" to 0.05" thick layer of adhesive over the 
entire mating suface. Allow supports to cure for 24 hours. 
Abrade mating surfaces of support (after cure) and crosstube with 180-grit sandpaper. Saturate a 
„clean cloth with MEK or 41055 Wash'n'Wipe Degreaser or equivalent and wipe until there is no 
‚ residue. 1 
Apply a 0.04" to 0.07" thick layer of Proseal 890 Class В or AMS-S-8802 Class В sealant 
. underneath applicable support and install support. 
Install the clamps opposite to crosstube support as shown in Figures 32-4 to 32-8 of ICA-D206- 
. 667. install rubber cushions underneath each clamp around the bottom circumference of the 
crosstube up to the crosstube centerline. Torque clamps 80-100 in-ib (9.0-11.3 Nm). Itis 
. „acceptable to use smaller or larger sized М521920-ХХ clamps than those listed in ICA-D206-667, 
„ensure that after torquing the clamps per this instruction, the nuts are in safety but not bottomed 
out 
Prior to installing crosstube on aircraft, allow supports to cure for 72 hours and recheck torque on 
“clamps. 
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, 2. 2 „зо 


1) 


2) 


БЕ Уу Part Number Description 
-141 
12222 куш 


нн 52271 
FWD 

pea pesi I ee ei 
гз | 2 [02873-43 NUT PLATE | 
| 4 | 2 [02873-05 
| 6 f 4 |Г3595-06359: |БОВВЕКСОВНОМ — ^ ^ ^ ^ | 
7 | 4 |М521920-20 
| в | 14 |М520601404486 | RIVET (OR NAS93028-4-8) | 
ee ee ee eS 


MAGNOBOND 6398 | ROCKWELL SPECIFICATION RBO-120- 
023 
ADHESIVE (TEXTRON/BELL SPEC. 299- 


947-100, TYPE ІІ, CLASS 2 ADHESIVE 


E 


GENERAL NOTES: 


MATERIAL: MANUFACTURED FROM D6001-105 
FINISHED LENGTH = 93.1 8+0.020 

FINISH: CHEMICAL CONVERSION COAT PER DART QS! 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART QS! 005 4.2 

PAINT OUTSIDE PER DART ОЗІ 005 4.2 
TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: O.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER "D206-667-14 1" AND BATCH NUMBER ОМ 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 11.3 ibs ` 
PART IS SYMMETRIC ABOUT СЕМТЕВИМЕ. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SMOOTH. 


10) BEND PROGRESSIVELY WITH A MINIMUM OF 12 PASSES. MAXIMUM TUBE FLATTENING DUE 


TO BENDING 15 6% BASED ON O.D. 


11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER 051 038. 
12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER 


0151 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 


THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 


14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 


OUTSIDE SURFACE MUST BE SMDOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 


18) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 


SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 
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NCR: Yes № 


QA: N/C Closed: 


Section B 


DQA: 


Approval 


Chief Eng / : 


Prod Mgr 


Approval 
QC Inspector 


D2891-1 SUPPORT 


2PL 


[18 мз21920-20 CLAMP 


4PL 


03595-063-395 
A RUBBER CUSHION 


4 PL, (UNDER CLAMP} 


D206-667-501 


1 | 


0206-667-141 


ASSEMBLY DETAIL 
(VIEW LOOKING FWD) 


02873-043 
NUT PLATE 


DEO ATTACHED 


MS20501AD4W8 
RIVET, 4 PL 


02873-043 
NUT PLATE 


MS20601AD4W8 


RIVET, 4 PL 02873-045 се 02875-045 


NUT PLATE FWD NUT PLATE 
(135 (5? 


MS21920-20 CLAMP REF 


90° REF 7%) MS20601AD4W8 


2 ( RIVET, 3 PL 


D2891-1 SUPPORT REF 


ж 03595-063-395 


MS20601AD4W8 
RIVET, 5 PL 


1277 90° REF 
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Di-3 
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SCALE 4X 
(VIEW LOOKING FWD) A D D206-667-501 
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DRAWING NO. TITLE REV.C| DART AEROSPACE LTD |050. ко. SHEET NO. 
D206-667-141 | CROSSTUBE ASS'Y (2068 HIGH FWD) ENGINEERING ORDER D206-667-141-C-1 SHEET 1 ОЕ 1 NTS 


prawn Ф . | соо. ASS [Mec appr д APPROVED , A3 Ед | 
DATE 1107.15 эт Le. zo рае a e ТИ 


PURPOSE: 
REPLACE MAGNOBOND WITH PROSEAL. | 


CHANGE: 


EST | 


Га ГАВ! FPROSEALSSOBZ2 | 890 B-2 LSERLANT. ЛИСЫ — — — — AMS-S-8802 CLASS В-2 


‘ROCKWELL SPECIFICATION RBO-120-023 


MN MAGNOBOND 6398 


ADHESIVE (TEXTRON/BELL SPEC. 299-947- 100, 
ТҮРЕ И, CLASS 2 ADHESIVE 


NOTE 12 & 15, SHEET 1 15 AMENDED AS FOLLOWS: 


IS: 


12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04" TO 0.07" 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


12) INSTALL D2891-1 SUPPORT USING 0. оз TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 015. 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOIN IN SAFETY AND 
- THAT NUT ad NOT ВОТТОМЕр: OUT AFTER TORQUING. 


.r mw 


.- 


i 
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DART SERVICE INSTRUCTION 


TO AMEND INSTALL. N INSTRUCTIONS IIN-D206-667 . C AND EARLIER AND 
INSTRUCTIONS FOR CONTINUED AIRWORTHINESS ICA-D206-667 REV. 2 AND EARLIER 
. REF: CANADIAN STC: 5Н01-5 
REF: FAA STC; SRO1304NY 
REF: EASA STC: EASA.IM.R.S.01179 


PURPOSE 


The purpose of this service instruction is to add the optional D206-667-017 Kit and provide guidelines to install 
extra clamps on D206-667-101/-103 or D407-667-105 forward crosstubes to allow fastening of OEM grounding 


straps. | 


INSTRUCTIONS: 


э if installed, follow Section 32.1 of ICA-D206-667 for removal of the forward crosstube from the helicopter. 

2 ee ee Clamp as shown in Figure 1 of this service instruction and mark location of clamp on the 
crosstube. 

3) Remove crosstube finish (paint and-primer) in area where AN742D36 Clamp will be installed and touch up 
affected area with chemical film material ечи 1200 ог 1201) per MIL-C-5541. 

4) Install AN742D36 Clamp complete with MS9165-05 per Section А-А of Figure 1 of this service instruction. 

5) Touch up paint as required per Нет 5.3.3 of ICA-D206-667. 

6) Seal edges where AN742D36 Clamp meets with crosstube using Sikaflex-241/291 or MIL-S-8802 Class B2 or 


Proseal 890 sealant. 


Fasten OEM grounding strap to MS9165-05 Angle Bracket on forward crosstube per Bell instructions. 
Undertake a resistance check between a ground point on the skidtube and aircraft ground in accordance with 
Class R-II requirement per BHT-ELEC-SPM. Maximum resistance is 10 milliohms (то). 1 


8 
9 


| install/re-install forward crosstube in accordance with Section 32.2 of ICA-D206-667. 


PARTS LIST: 


QIY |  PARTNUMBER DESCRIPTION — 


| X | 0206-667-017 GROUNDING STRAP INSTALLATION 
ENSE URNA AE es 
AN742D36 | 

| 2 | MS9165-05 


| 2 | MS21042-3 
| 2 | М527039-1-08 SCREW 


| 4 | NASt49CO332R | 
WEIGHT AND BALANCE 


There is a negligible weight change associated with the installation of this kit. 
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8 Instructions incomplete/Unclear 
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Pressure/Forced 
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D407-667-105 
REF 
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САМАОА 
DEPARTMENT OF TRANSPORT 


ISSUENO: L3 — | 


FIGURE 1 - GROUNDING STRAP INSTALLATION 
(VIEW LOOKING FWD) 


SECTION A-A 


(SUPPORT, CLAMP, CUSHION NOT SHOWN FOR CLARITY) 
TYP, 2 PL PER CROSSTUBE 
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М$27039-1-08 
SCREW 


NAS1149C0332R 
WASHER 


MS9165-05 
ANGLE BRACKET 


NAS1149C0332R WASHER : 
MS21042L3 NUT 


Crosstube 
Small Fab 
Finishing 
Composite[ 


Skid-tube 
Machining 
Thermoforming 
ате Fab 


Part NO. ^ um 
+ Use-as-is 


gno 


Work Order Update 


Engineering 

Ї Quality 
Rec/Store/Packaging 
| - Supplier 


Description ofAwork order update Initial - Action Sign & 
or Non-conformance Chief Eng Description. Date Verification QC Inspector 


Landing Gear | 
Ш Bending 
м Centre Not Concentric to O/S 


м Cracks 


Ш Crushed/Crimped. 

a Cuffs 

Е Неаї Тгеа{ 

Ш Inspection Strip in Tube 

Ш Ripples in Bend 

| | Torque Waves in Extrusion . 
| | Turning Sequence 

Ш Wave/Twist in Tube 


General 
И Вепа 
NH BOM/Route 
Ш Broken/Damaged 
N Burrs 
Ш Contamination 
Е Countersink 
|| Cut Too Short 
|| Drill Holes 
Ш Drawing 
|| Finish 


a Folio 


FAULT Шу л ИН ЕЕЕ 
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|| Grain ' 

Ш Hardware 

| [Inspection Incomplete 

Ш instructions Incomplete/Unclear 
|| Maintenance 

|| Mislabeled 


|| Misread 
|| Offset 


м Out of Calibration 
| | Out of Sequence 


| || Outside Dimensions 


i 
111 
| 
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Ovalized Pressure/Forced 


Over/Under tolerance Temperature/Cure . 
Part Incorrect Weld 

Part Lost/Missing Wrong Stock Pulled 
Part Moved 

Positioned Wrong 


Power Loss/Surge 


|| Other 
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CLIENT ДАЛ АСЕ DATE Ge Z Z -JOR Tw АМ @ РМО 


ATTENTION ACUREN JOB NO. iQO- бас o38o 


ADDRESS ше . EC 0228, SZtEE PONO М. 


WES AS O : WORK LOCATION 


ITEM(S) EXAMINED a аа 


JOB DESCRIPTION PROCEDURE №. LT gg. REV./DATE |TEcHNIQUENO. ЕТ: ВЕМЈОАТЕ 


ZECE 


PaRT NO. : Р CZ So UZ ZS MATERIAL ААА PUA THICKNESS Vat се 5 
ЗСОРЕ i , 22522 772-42 


TEST DETAILS 


METHOD, — CO FLUORESCENT СМЕ || WATER WASH О SOLVENT REMOVABLE О Post EMULSIFIED 
ИИ ЧАТ: 27 BLACK LIGHT SIN / 24.5“ O OUTPUT > 1000 p W/CM? О AMBIENT < 2 fc 


PENETRANT “ALG MINIMUM DWELL ТМЕ 47747 Мн [LIGHTING Equip. O FLASHLIGHT О TROUBLELIGHT @ OUTPUT>100 fc @ SURFACE 
PENETRANT Benovse, m MINIMUM DRY TIME >10 Мм. [OTHER AS vO 


MINIMUM DWELL TIME 10 мм. [LIGHT METER S/N LOLOS CO CaLDu Date Ц 54-7 
[DEvELoPER ТҮРЕ JÆ NonAQueous O AQUEOUS 


I TEST SURFACE 


| SURFACE CONDITION __ C) Аз GROUND Я AS WELDED 
| SURFACE TEMPERATURE Q < - 4°С/ 20°F О - 4°C/ 20°F то 10°C/50°F 


RESULTS- О METRIC O IMPERIAL) 


MACHINED Q SHOT BLASTED LT CLEAN BARE METAL 


24 10°C/50°F TO 52°C/125°F О > 52°С/125°Е 


Scope of Services 
The agreement of Acuren Group Inc. to perform services extends only to those services provided for in writing. Under no circumstances shall such services extend beyond the performance of the requested services. It ix expressly understood 
that all descriptions, comments and expressions of opinion reflect the opinions or observations of Acuren Group Inc. based on information and assumptions supplied by the owner/operator and are not intended nor can they be construed as 
representations or warranties. Acuren Group Inc. is not assuming any responsibilities of the owner/operator and the owner/operator retains complete responsibility for the engineering, manufacture, repair and use decisions as a result of the 
data or other information provided by Acuren Group те. [n no event m Acuren Group Inc.'s liability in respect of the services referred to herein exceed the amount paid for such services. 

Standard of Care 

In performing the services provided, Acuren Group Inc. uses the degree, care and skill ordinarily exercised under similar circumstances by others performing such services in the same or similar locality. No other warranty, expressed or 
implied. is made or intended by Acuren Group Ine. 


SIGNATURES 
CLIENT REPRESENTATIVE ladu ЎА Дол Atl tf» DIR& EE - J20 oss. 


E. PRINT SIGNATURE 
TECHNICIAN (SIGNATURE): р 


ВЕРОВТ 
22 
2 REVIEWED ВУ: 
NAME (Print): X. { A nM NAME INITIALS 
2 17 TECHNICIAN 2* TECHNICIAN 
CGSB Leve 22 Эг LEVEL CGSB LEVEL SNT LeveL 


CGSB REG. МО CGSB Бес. No 


WHITE - CLIENT COPY CANARY - OFFICE COPY PINK - TECHNICIAN COPY GOLD - OFFICE COPY 
PT Sept 2005 


Жэ 


Save e 


